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Description

Technical Field

[0001] The present invention relates to a production
management device.

Background Art

[0002] The production management device is applied
to a production line for producing a board product. As
disclosed in Patent Literature 1, a production line is con-
figured by, for example, installing a component mounter
and an appearance inspection device in a conveyance
direction of a circuit board. In such a production line, a
mounting error in which a mounting state of a component
mounted on a circuit board does not satisfy a certain
standard may be detected by an appearance inspection.
In such a case, the error is handled by skipping the mount-
ing of the component in the component mounter that is
located downstream in the production line from the ap-
pearance inspection. This minimizes disposal cost of a
part of the board product that mounting errors affects
(i.e., entire boards or a part of a multiple pattern board).
[0003] Further examples of production management
devices are disclosed in Patent Literatures 2 and 3.

Patent Literature

[0004]

Patent Literature 1: JP-A-2012-248815

Patent Literature 2: EP 2 902 861 A1

Patent Literature 3: US 2008/166039 A1

Summary of the Invention

Technical Problem

[0005] It is desirable to reduce costs of production in
production lines by shortening the required time for pro-
duction and suppressing the occurrence of mounting er-
rors. It is therefore an object of the present specification
to provide a production management device which man-
ages inspection results from an inspection device as sta-
tistical information which can be used as a measure to
reduce production costs.

Solution to Problem

[0006] The present invention, solving the above prob-
lem, is defined in independent claim 1. Preferred embod-
iments are laid down in the dependent claims.

Advantageous Effect of the Invention

[0007] With such a configuration, the inspection results
from the inspection device are stored as statistical infor-
mation with linking information of the corresponding
mounting conditions. Such statistical information is infor-
mation that can be useful in the analyses for elucidating
trends in execution state of error countermeasure such
as skipping on the downstream side of the production
line and trends in mounting states when identifying the
cause of a mounting error. For example, when a trend
such as an execution state of error countermeasure is
elucidated, it can be used as a basis for judging whether
maintenance should be performed by suspending the
production line. As a result, it is possible to reduce pro-
duction costs by reducing the number of discarded circuit
boards while suppressing a decrease in production effi-
ciency.

Brief Description of Drawings

[0008]

[Fig. 1] Fig. 1 is a plan view schematically illustrating
a production line in an embodiment.
[Fig. 2] Fig. 2 is a schematic diagram illustrating a
configuration of a component mounter in the produc-
tion line of Fig. 1.
[Fig. 3] Fig. 3 is a top view illustrating a circuit board.
[Fig. 4] Fig. 4 shows mounting conditions including
a control program.
[Fig. 5] Fig. 5 shows inspection results of an inspec-
tion device.
[Fig. 6] Fig. 6 shows statistical information linked to
the mounting conditions from the inspection results.
[Fig. 7] Fig. 7 is a flow chart showing the manage-
ment of the production process by the production
management device.

Description of Embodiments

1. Embodiment

1-1. Configuration of Production Line 1

[0009] Production management devices are used in a
production line to produce various board products. As
shown in Fig. 1, production line 1 is configured by arrang-
ing multiple production devices in the conveyance direc-
tion (the left/right direction of Fig. 1 and Fig. 2) of circuit
board 90. Hereinafter, the "circuit board" is simply re-
ferred to as the "board". The above-mentioned produc-
tion devices include, in order from the upstream side of
production line 1, printer 2, print inspection device 3, buff-
er device 4, multiple component mounters 5, appearance
inspection device 6, reflow furnace 7, and functional test-
er 8.
[0010] In the production process of production line 1,
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board 90 is carried into printer 2 located at the beginning
of production line 1. Board 90 is then conveyed down-
stream by the board conveyance device of each produc-
tion device, for example, board conveyance device 10 of
component mounter 5, shown in Fig. 2, and is conveyed
out of functional tester 8 located at the end of production
line 1. The production devices are communicably con-
nected to each other and communicably connected to
host computer (hereinafter referred to as "host PC") 70.
[0011] Printer 2 prints solder in the form of paste on
the component mounting position of board 90 conveyed
into printer 2. Printing inspection device 3 inspects the
printing state of board 90 on which solder has been print-
ed by printer 2. Buffer device 4 is configured to hold a
defined number of boards 90 of production line 1. Buffer
device 4 holds board 90 conveyed out from the upstream
production device until the downstream production de-
vice is able to accept in board 90. Each of multiple com-
ponent mounter 5 mounts a component on the solder of
board 90 conveyed in from the upstream side of produc-
tion line 1. The configuration of component mounter 5
will be described later.
[0012] Appearance inspection device 6 inspects the
mounting state of an inspection target component based
on the appearance of the component mounted on board
90 by component mounter 5 on the upstream side. The
mounting state of the component includes the appropri-
ateness of the component mounted on board 90 as well
as the mounting position and orientation of the compo-
nent. The inspection by appearance inspection device 6
includes an error determination for determining whether
there is a mounting error in which the mounting state
does not satisfy a certain criterion.
[0013] Further, the inspection by appearance inspec-
tion device 6 includes acquiring the amount of deviation
of the mounting state of the component mounted on
board 90 from the ideal state, including an ideal mounting
position and orientation, as a level of the mounting state.
As described above, when the appearance inspection is
performed, appearance inspection device 6 transmits the
level of the mounting state to host PC 70 as a result of
the appearance inspection along with whether a mount-
ing error has been detected.
[0014] Reflow furnace 7 heats board 90 conveyed from
the upstream side of production line 1, melts the solder
on board 90, and performs soldering. Functional tester
8 performs a function inspection of soldered circuit board
90.
[0015] Specifically, functional tester 8 applies a prede-
termined input signal to board 90 and obtains an output
signal corresponding to the input signal. Functional tester
8 then tests whether the function as the board product is
normal based on the acquired output signal.
[0016] In this manner, production line 1 conveys board
90 to each production device in order and performs pro-
duction processing including inspection processing to
produce a board product. The configuration of production
line 1 can be suitably added or changed in accordance

with, for example, the type of board product to be pro-
duced. For example, production line 1 may be configured
such that another production device is installed on the
upstream side of printer 2, an intermediate position of
the production line 1, or the downstream side of functional
tester 8. Other production devices include, for example,
a board supply device, a board flipping device, a shield
mounting device, an adhesive application device, and an
ultraviolet ray irradiation device.
[0017] Host PC 70 monitors the operation status of pro-
duction line 1 and controls each production device. Host
PC 70 has storage device 71 composed of a hard disk,
flash memory, or the like. Storage device 71 stores var-
ious data for controlling multiple production devices con-
stituting production line 1. Specifically, storage device 71
stores control data M1 such as a control program for op-
erating each production device.

1-2. Component mounter 5

[0018] As shown in Fig. 2, component mounter 5 in-
cludes board conveyance device 10, component supply
device 20, component transfer device 30, part camera
41, board camera 42, and control device 50. In the fol-
lowing description, the horizontal width direction (i.e., the
left-right direction in Fig. 2) of component mounter 5 is
defined as the X-axis direction, the horizontal depth di-
rection (i.e., the up-down direction in Fig. 2) of component
mounter 5 is defined as the Y-axis direction, and the ver-
tical direction (i.e., the front-rear direction in Fig. 2) per-
pendicular to the X-axis and the Y-axis is defined as the
Z-axis direction.
[0019] Board conveyance device 10 is configured by
a belt conveyor or the like and conveys boards 90 se-
quentially in the conveyance direction (i.e., the X-axis
direction in the present embodiment). Board conveyance
device 10 conveys board 90 into component mounter 5
and positions board 90 at a predetermined position inside
component mounter 5. After the mounting process of the
component by component mounter 5 is completed, board
conveyance device 10 conveys board 90 out of compo-
nent mounter 5.
[0020] Component supply device 20 supplies compo-
nents to be mounted on board 90. Component supply
device 20 has multiple slots 21 arranged side by side in
the X-axis direction. Feeder 22 is set in each of multiple
slots 21 in an exchangeable manner. Feeder 22 feeds
and moves a carrier tape containing a large number of
components to feed the components to a feed position
located on the distal end of feeder 22 in a manner which
allows the components to be picked up.
[0021] Component transfer device 30 includes head
driving device 31, moving body 32, and mounting head
33. Head driving device 31 is configured to move moving
body 32 in the X-axis direction and the Y-axis direction
by a linear movement mechanism. Mounting head 33
picks up components supplied by component supply de-
vice 20 and mounts the components at predetermined
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mounting positions of board 90. Mounting head 33 is fixed
to moving body 32 by a clamp member (not shown).
[0022] Mounting head 33 has multiple suction nozzles
34 that are detachably provided. Mounting head 33 sup-
ports suction nozzles 34 so that each suction nozzle 34
is rotatable, about an R-axis parallel to the Z-axis, and
able to move up and down. The lifting and lowering po-
sition and angle of suction nozzles 34 with respect to
mounting head 33 and negative pressure supplied by
suction nozzles 34 are controlled. When supplied with a
negative pressure, suction nozzle 34 picks up a compo-
nent supplied by feeder 22 of component supply device
20.
[0023] Part camera 41 and board camera 42 are digital
imaging devices having imaging elements such as a CCD
(Charge Coupled Device) and a CMOS (Complementary
Metal Oxide Semiconductor). Part camera 41 and board
camera 42 capture an image with a range that falls within
the camera field of view based on a control signal from
control device 50 communicably connected and transmit
image data acquired by the imaging to control device 50.
[0024] Part camera 41 is fixed to the base of compo-
nent mounter 5 so that the optical axis faces upward in
the vertical direction (Z-axis direction). Part camera 41
is configured to capture an image of a component held
by suction nozzle 34 of mounting head 33 from below
component transfer device 30. Board camera 42 is pro-
vided on moving body 32 of component transfer device
30 so that the optical axis faces downward in the vertical
direction (Z-axis direction). Board camera 42 is config-
ured to capture an image of board 90.
[0025] Control device 50 mainly includes a CPU, var-
ious memory modules, and a control circuit. In the proc-
ess of mounting a component on board 90, control device
50 receives information outputted from various sensors
provided in component mounter 5 and results of recog-
nition processes by image processing or the like. Control
device 50 transmits a control signal to component trans-
fer device 30 based on a control program, predetermined
mounting conditions, and the like. Thus, the position and
the rotation angle of suction nozzle 34 supported by
mounting head 33 are controlled.
[0026] In the image processing described above, con-
trol device 50 recognizes the state of the component held
by suction nozzle 34 based on image data acquired by
imaging with part camera 41. More specifically, control
device 50 matches component data, in the form of exter-
nal shape data indicating the external shape of the com-
ponent, with the component in the image data and rec-
ognizes the presence or absence of the component, the
appropriateness, and the held position and orientation.
Control device 50 then adjusts the position and the rota-
tion angle of suction nozzle 34, in accordance with the
recognized state of the component, and controls the com-
ponent held by suction nozzle 34 such that the compo-
nent is mounted on the mounting position of board 90 in
a proper orientation.
[0027] Further, control device 50 may execute various

types of image processing as necessary in addition to
image processing for image data obtained by imaging
the above-described component from below. For exam-
ple, control device 50 may perform image processing on
image data which is obtained by imaging a component
from the side, or image data which is obtained by imaging
a component mounted on board 90 from above, so as to
inspect the good or bad of the component, or condition
of the mounting state.
[0028] In such image processing, as described above,
external shape data indicating the external shape of the
component is used. More specifically, the external shape
data includes data indicating the contour of a component,
data indicating a distinguishing feature or the like in the
outline of the component, and data configured by multiple
seek lines arranged to correspond to the outline of the
component. Further, the external shape data includes
shape data as a criterion for judging the condition of the
mounting state of multiple components regarded as a
single component. Incidentally, even if components are
of the same type, it is possible for the material, lead
length, and the like to differ, changing the appearance in
the image data. For this reason, different types of data
are managed for each supplier, for example, in the above-
mentioned external shape data.

1-3. Configuration of board 90

[0029] Here, as shown in Fig. 3, board 90 in the present
embodiment is a multiple pattern board composed of mul-
tiple unit boards 91 (12 unit boards 91 in the present
embodiment). At least a part of the multiple unit boards
91 in the multiple pattern board is of the same board type.
Here, the "board type" in the multiple pattern board indi-
cates the type of each of the multiple unit boards 91.
[0030] The multiple pattern board is divided into indi-
vidual board products after the mounting process is per-
formed for each of the multiple unit boards 91.
[0031] When different types of mounting processes are
performed on multiple unit boards 91 having the same
board type, multiple types of board products are pro-
duced from a single board 90. That is, in the production
of a multiple pattern board, multiple board products of
multiple product types or the same product type are pro-
duced by considering each of the multiple unit boards 91
as a single board 90, and performing a predetermined
type of mounting process for each of the multiple unit
boards 91.
[0032] Two reference marks 92 and identification code
93 are provided on the upper face of board 90. Each of
two reference marks 92 indicates a reference position of
board 90. Control device 50 recognizes reference mark
92 based on the image data obtained by imaging refer-
ence mark 92 with board camera 42. Control device 50
then recognizes the reference position of board 90 posi-
tioned by board conveyance device 10 based on the rec-
ognized position of reference mark 92.
[0033] Identification code 93 shows an identification
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code that is unique to board 90. A bar code, a two-di-
mensional code, or the like can be used for identification
code 93. In the present embodiment, identification code
93 uses a bar code configured by arranging multiple par-
allel bar lines having different line widths and spaces ther-
ebetween. Control device 50 reads the ID of board 90
based on the image data obtained by imaging identifica-
tion code 93 with board camera 42.
[0034] Control device 50 then acquires identification
information including the board type of board 90 based
on board type data (not shown) in which the ID of board
90 and the board type are linked in advance. Here, since
board 90 is a multiple pattern board, control device 50
acquires, as identification information, the number and
positional relationship of multiple unit boards 91 consti-
tuting board 90, and the board type for each of the multiple
unit boards 91.

1-4. Mounting process by component mounter 5

[0035] Each of multiple types of mounting processes
performed by component mounter 5 may be performed
based on a common control program when the mounting
process is performed on unit board 91 of the multiple
pattern board. In the above-mentioned common control
program, as shown in Table 1 of Fig. 4, the mounting
angles of the electronic components and the reference
codes are linked with the mounting coordinates for each
electronic component.
[0036] The mounting coordinates (X-axis coordinates
(X1, X2, X3, X4,...) and Y-axis coordinates (Y1, Y2, Y3,
Y4,...)) are values indicating positions at which electronic
components are mounted on multiple unit boards 91. The
mounting angle (θ-axis angle (θ1, θ2, θ3, θ4,...)) of each
electronic component is a value indicating the angle of
the electronic component at the mounting coordinates.
The reference code (Ref1, Ref2, Ref3, Ref4,...) is a code
for directing reference to the component type of the elec-
tronic component mounted at the mounting coordinates.
[0037] As shown in Tables 3 and 4 of Fig. 4, the multiple
corresponding pieces of data (BOMs (Bills of Materials)
1, BOM2,...) are data in which component types are
linked to reference codes for each product type (U1,
U2,...). More specifically, in first corresponding data
BOM1 used for manufacturing first product type U1, the
component type (Pa, Pb, Pc, Pb,...) of the electronic com-
ponent and the type (Da, Db, Dc, Db,...) of the external
shape data indicating the external shape of the compo-
nent are linked to the reference code (Ref1, Ref2, Ref3,
Ref4,...).
[0038] It should be noted that multiple product types
(U1, U2,...) and multiple corresponding data (BOM1,
BOM2,...) are linked as pairs by the product type-BOM
data as shown in Table 2 of Fig. 4. With such a configu-
ration, for example, when the production of a board prod-
uct of first product type U1 is executed, first correspond-
ing data BOM1 linked to first product type U1 is used,
and electronic components of the component type (Pa)

referenced by the first reference code (Ref1) are mount-
ed at the first mounting angles (θ1) at the first mounting
coordinates (X1, Y1).

1-5. Overview of production management device 80

[0039] When a production process is executed by pro-
duction line 1 configured as described above, each proc-
ess is executed in a production device such as printer 2
or component mounter 5, and board 90 is sequentially
conveyed downstream. During the execution of such a
production process, a mounting error may be detected
by appearance inspection device 6. In such a case, for
example, it is possible to suspend the production in pro-
duction line 1 and attempt to repair board 90 related to
the mounting error.
[0040] However, when the production is suspended,
the entire production line 1 may be affected. Therefore,
from the viewpoint of preventing a decrease in production
efficiency, an error countermeasure (hereinafter referred
to as "first error countermeasure") can be applied such
that the production in production line 1 is continued, while
the production is skipped to the extent that the mounting
error has affected the board product downstream from
appearance inspection device 6 in production line 1.
[0041] "The extent that the mounting error has affected
the board product" mentioned above is whole or a part
of the boards 90 which would become board products
composed of electronic components and is judged as a
bad mounting state based on the appearance inspection.
Therefore, "the extent that the mounting error has affect-
ed the board product" corresponds to one of individual
unit boards 91, in a case of board 90 being a multiple
pattern board, while it corresponds to an entire board 90,
in a case of the entire board 90 being a single board
product.
[0042] With the above-described first error counter-
measure, there is a disadvantage in that unit board 91,
which has skipped some production, is discarded and
the like after board 90 has been split. On the other hand,
with the first error countermeasure, since production in
production line 1 can be continued, it is possible to min-
imize decreases in production efficiency and reduce the
disposal cost of unit board 91, which is discarded, by
preventing the mounting of components to unit board 91
related to the mounting error.
[0043] Incidentally, the mounting error may occur ac-
cidentally due to a complex factor such as a change in
the mounting environment or a variation in the shape of
the component, or may occur due to an operational factor
such as a malfunction of mounting head 33 or an error
in the type of component being supplied. When a mount-
ing error occurs due to an operational factor, the likeli-
hood of a similar mounting error occurring thereafter in-
creases. However, while the first error countermeasure
is executed in production line 1, the production is contin-
ued while the mounting error occurs.
[0044] The operator may become aware that mainte-
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nance is necessary to eliminate operational factors as a
result of, for example, an increase in the number of
boards 90 or unit boards 91 that are discarded or require
repairing. However, when the increase in the number of
discarded boards 90 and the like is not remarkable, it is
not easy to properly determine whether to continue the
production of production line 1 with the first error coun-
termeasure or to suspend the production of production
line 1 and perform maintenance.
[0045] Therefore, production management device 80
is applied to production line 1, which is configured to pro-
duce a board product, and manages the production proc-
ess in production line 1 in order to reduce the production
cost in production line 1 by, for example, providing ma-
terial for making the above-mentioned determination. In
the present embodiment, as shown in Fig. 1, a mode in
which production management device 80 is incorporated
in host PC 70 will be demonstrated.

1-6. Detailed configuration of production management 
device 80

[0046] As shown in Fig. 1, production management de-
vice 80 includes information management section 81 and
countermeasure management section 82. Information
management section 81 stores statistical information M3
(see Table 1 of Fig. 6) in which mounting conditions when
components that are inspection targets are mounted on
board 90, are linked to the results of multiple inspections
from appearance inspection device 6.
[0047] Here, component mounter 5 constituting pro-
duction line 1 mounts the component to board 90 under
predetermined mounting conditions. As shown in the ta-
bles of Fig. 4, the mounting conditions include the type
of board product (product type), the type of board 90
(board type), the type of component (component type),
the mounting position of the component on board 90, and
the type of external shape data indicating the external
shape of a component, which is used as a criterion for
judging the appropriateness of a component. The mount-
ing position and the external shape data included in the
mounting condition are stored in storage device 71 as
control data M1, which is used for controlling component
mounting (see Fig. 1).
[0048] Incidentally, "mounting conditions when com-
ponents are mounted" mentioned above refers to the
mounting conditions applied when components that are
inspection targets are mounted, and not the mounting
conditions applied to component mounter 5 at the time
of inspection, because the appearance inspection is ex-
ecuted as a post-process downstream from component
mounter 5. The mounting condition is recorded in control
data M1 and linked to the ID of the board, for example.
[0049] Further, appearance inspection device 6 per-
forms error determination and acquisition of the level of
the mounting state during the appearance inspection. As
a result, as shown in Fig. 5, the inspection result from
appearance inspection device 6 indicates the mounting

position of the component, the deviation amount in the
XY-directions, the deviation amount around the θ-axis
parallel to the Z-axis, and the condition of the mounting
state of each component, and such a result is indicated
for each unit board 91 of the board 90 that is an inspection
target. The inspection results are accumulated each time
an appearance inspection is performed and are stored
in storage device 71 as inspection data M2 (see Fig. 1).
[0050] Statistical information M3 is information in
which at least one of multiple mounting conditions is
linked to an inspection result from appearance inspection
device 6. In the present embodiment, as shown in Table
1 of Fig. 6, statistical information M3 is configured such
that each mounting condition (see each table of Fig. 4)
exemplified as described above is linked with the inspec-
tion result (see Fig. 5). More specifically, statistical infor-
mation M3 shows, for example, the number of times the
mounting condition of a component with respect to the
mounting position (Ref1) is determined to be defective
in multiple inspections as the number of mounting errors
(N31).
[0051] Further, in the present embodiment, information
management section 81 stores, as statistical information
M3, the number of consecutive mounting errors and the
mounting error occurrence rate in the error determination
result that are linked to the same mounting condition.
The number of consecutive mounting errors is, for exam-
ple, the number of consecutive mounting errors deter-
mined to be defective in mounting at the same mounting
position (Ref1), and may be managed by dividing into a
current number of consecutive mounting errors (C31)
and a maximum number of consecutive mounting errors
including past mounting errors (M31).
[0052] The mounting error occurrence rate is a value
indicating the occurrence frequency of the mounting error
when the component is mounted under a certain mount-
ing condition and is calculated, for example, as a ratio
(R31) of the number of detected mounting errors to the
total number of mounted components at the mounting
position (Ref1). The mounting error occurrence rate may
be the ratio of the number of detected mounting errors
to the defined number of mountings for the latest defined
number of mountings, or both occurrence rates may be
included in statistical information M3. Further, based on
the level of the mounting state, information management
section 81 indicates in statistical information M3 as a mar-
gin degree (e.g., A31) how much of a margin there is
from a threshold which is a criterion of quality of the
mounting state of the component, which is an inspection
target (in the case of a defect, the margin degree is lower
than the threshold value).
[0053] Information management section 81 receives
various data and updates statistical information M3 every
time the production process progresses and components
are mounted and every time an inspection by appearance
inspection device 6 is executed. Such statistical informa-
tion M3 is useful information that can be used for an anal-
ysis for understanding the execution status of an error
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countermeasure such as skipping on the downstream
side of production line 1 and the trend in the mounting
state when identifying the cause of a mounting error.
[0054] More specifically, when the mounting condition
is, for example, the mounting position (Ref1) of the com-
ponent, it is possible to obtain trends in the mounting
state or the like by extracting the results of inspections
relating to the mounting state of the component mounted
at the same mounting position. For example, in the case
where the number of times of occurrence of mounting
errors relating to mounting of components at the same
mounting position tends to increase, or in the case where
the occurrence rate of mounting errors is high, it is pre-
sumed that there is a cause of the mounting errors in the
control program and the external shape data relating to
the mounting position.
[0055] Further, when multiple mounting conditions are
linked with the inspection result as in the present embod-
iment, it is possible to perform a multifaceted analysis
based on statistical information M3. As a result, when a
mounting error occurs continually for a defined number
of times, or the rate of occurrence of the mounting error
reaches a defined value, it is possible to determine
whether the cause of the mounting error is in a specific
product type, a specific board type, a specific mounting
position, and the like, thereby enabling improvement of
the accuracy of specifying the cause of mounting errors
in statistical information M3.
[0056] Additionally, the margin from statistical informa-
tion M3 can be used to analyze whether the accuracy of
the mounting process by component mounter 5 is prop-
erly maintained or is deteriorating. As a result, even if it
is determined that the mounting state is good, for exam-
ple, the reduced margin serves to alert users that the
time for which maintenance is necessary is nearing.
Thus, by executing adequate maintenance, it is possible
to prevent the occurrence of mounting errors and main-
tain production efficiency.
[0057] Countermeasure management section 82
switches between multiple types of error countermeas-
ures in production line 1 to handle the mounting error
based on statistical information M3 or executes a com-
bination of multiple types of error countermeasures. As
described above, in the conventional configuration, when
a mounting error is detected, a predetermined error coun-
termeasure (e.g., skipping of production) is executed
downstream. On the other hand, if countermeasure man-
agement section 82 switches between the multiple types
of error countermeasures, a decrease in production effi-
ciency can be prevented and an operator or the like can
recognize the necessity of maintenance at an early stage.
[0058] The multiple types of error countermeasures in-
clude the second error countermeasure and the third er-
ror countermeasure in addition to the first error counter-
measure. The first error countermeasure skips the
processing on the downstream side of production line 1
for some or all boards 90 for which mounting errors have
been detected without suspending production line 1. As

a result, the board product (in the case of the entire board
90 or a portion of unit boards 91 in the case of the multiple
pattern board) becomes a target of discarding or the like
to the extent that the mounting error has affected, how-
ever, without suspending production line 1, a certain
amount of production is ensured.
[0059] The second error countermeasure makes it
possible to suspend the production in production line 1
and perform maintenance on component mounter 5. This
allows the operator to become aware of the need for
maintenance and perform maintenance to eliminate the
cause of the mounting error. In this instance, the operator
can use statistical information M3 as a basis for investi-
gating the cause of the mounting error. As a result, even
if production line 1 is suspended for the time required to
perform maintenance, an increase in the cycle time and
an increase in the number of discarded boards can be
prevented, thereby reducing production costs.
[0060] In the third error countermeasure, a notification
is sent out to the effect that maintenance of component
mounter 5 is necessary. Specifically, for example, the
operator is notified that the occurrence rate of the mount-
ing error is increasing. As a result, the operator performs
maintenance (e.g., setting an appropriate feeder 22) to
the extent in which it is not necessary to suspend pro-
duction line 1 or performs maintenance by suspending
production line 1 at an appropriate timing as necessary.
As a result, the operator can suitably perform mainte-
nance taking into consideration the amount of progress
made according to a production plan in production line 1.
[0061] The countermeasure management section 82
switches and executes the first to third error counter-
measures. Further, when the first error countermeasure
and the second error countermeasure are executed,
countermeasure management section 82 causes the op-
erator or the administrator to execute the third error coun-
termeasure in combination with the first error counter-
measure and the second error countermeasure in ac-
cordance with the setting as to whether the third error
countermeasure is also executed.
[0062] Here, in the case where the mounting error does
not occur accidentally but occurs due to an operational
factor, it is assumed that there is an error in setting or
operation of a change event in component mounter 5.
Therefore, when a mounting error is detected before a
defined time has elapsed from a change event in com-
ponent mounter 5 including a change in the mounting
condition, countermeasure management section 82
switches between multiple types of error countermeas-
ures or combines multiple types of error countermeas-
ures in production line 1 based on a threshold value set
in advance according to the mounting condition and sta-
tistical information M3.
[0063] The above-mentioned change event in compo-
nent mounter 5 can be suitably set by an operator or an
administrator as long as component mounter 5 can detect
the before and after of the change. In the present em-
bodiment, the change event includes exchanging an ex-
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changeable element constituting component mounter 5,
as shown in Table 2 of Fig. 6. The "exchangeable ele-
ment" described above may include feeder 22, mounting
head 33, suction nozzle 34, a nozzle tool that holds suc-
tion nozzle 34 and is provided in mounting head 33 and
the like in an exchangeable manner. These exchangea-
ble elements may be automatically exchanged by com-
ponent mounter 5 or an external device, in addition to
being exchanged by the work of an operator.
[0064] Further, in the present embodiment, the change
event includes a change in control data M1 used for con-
trolling the mounting of the component. Control data M1
includes a control program indicating the mounting posi-
tion of the component on board 90 and external shape
data indicating the external shape of the component used
as a reference for judging the appropriateness of a com-
ponent. Since component mounter 5 executes the
mounting process based on the control program, if there
is a problem in the operation instruction including the
mounting position and the mounting angle of the control
program, a mounting error due to a change event such
as a change of the control program may occur.
[0065] Further, the external shape data may be man-
aged separately for each component supplier even if the
component type is the same. If the setting of the external
shape data used for the mounting process is incomplete,
a mounting error may occur due to a change event such
as a change in the external shape data. Therefore, coun-
termeasure management section 82 aims to accelerate
handling of the mounting error caused by the change
event by monitoring the mounting state of the component
in the period before the defined time elapses from the
above-described change event (i.e., exchange of the ex-
changeable element or change of control data M1).
[0066] The "defined time" may be the time counted by
the timer from the change event, or the time until the item
related to the change event is operated a defined number
of times. That is, if the change event is an exchange of
an exchangeable element, the defined time is the time
from exchanging the exchangeable element to the time
the exchangeable element is used a defined number of
times. More specifically, when suction nozzle 34 is auto-
matically exchanged as an exchangeable element, the
time it takes until mounting using suction nozzle 34 is
executed a defined number of times is defined as a de-
fined time.
[0067] When the change event is a change in the prod-
uct type or the board type, the defined time may be the
time until the mounting process is performed on a defined
number of boards 90. When the change event is a change
in the type of component, the defined time may be the
time until a defined number of components are used in
the mounting process. The defined time, the defined
number of times, and the defined number are arbitrarily
set by an operator or the like. When monitoring multiple
change events, countermeasure management section
82 manages the defined times for each of the multiple
change events.

[0068] Here, it is possible that a mounting error detect-
ed after a defined time has elapsed due to other acci-
dental factors or the like is higher than the possibility of
such a mounting error occurring due to a change event.
Therefore, when a mounting error occurs due to such a
factor, it may not be appropriate to suspend production
line 1 and perform maintenance from the viewpoint of
maintaining the production efficiency. Therefore, when a
mounting error is detected after a defined time has
elapsed after the change event, countermeasure man-
agement section 82 causes the first error countermeas-
ure to be executed in production line 1 regardless of sta-
tistical information M3. As a result, it is possible to prevent
the suspending of production line 1 to cope with a mount-
ing error caused by an accident or the like.

1-7. Management of production process by production 
management device 80

[0069] Management of the production process by pro-
duction management device 80 will be described with
reference to Figs. 6 and 7. Production management de-
vice 80 starts the management of the production process
in accordance with the start of the production process of
production line 1. When various data are received from
a production device constituting production line 1, for ex-
ample, information management section 81 updates sta-
tistical information M3 as shown in Fig. 7 (Step 11, here-
inafter, "Step" is referred to as "S").
[0070] More specifically, information management
section 81 receives, for example, a notification indicating
the degree of progress of the mounting process and the
detection of various change events from component
mounter 5, and updates statistical information M3 in Ta-
bles 1 and 2 of Fig. 6. Further, information management
section 81 updates statistical information M3 by receiving
the inspection result from, for example, appearance in-
spection device 6, updating inspection data M2, and link-
ing the inspection result with the mounting condition
when the component that is a inspection target is mount-
ed on board 90. With the update process (S11), items
such as the amount of elapsed time from the change
event and the number of mounting errors that have oc-
curred are updated.
[0071] Next, countermeasure management section 82
determines whether a mounting error has been detected
based on inspection data M2 (S12). When a mounting
error has been detected (S12: Yes), countermeasure
management section 82 determines whether there is a
change event for which a defined time has not elapsed
among the change events relating to all mounting con-
ditions linked to the mounting errors (see Table 2 of Fig.
6)(S13).
[0072] For example, when a certain component is sup-
plied to feeder 22, if the external shape data to be used
is changed upon changing the supplier and a defined
number of mountings have not been performed since the
change of the external shape data, countermeasure
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management section 82 determines that the defined time
has not elapsed (S13: Yes). On the other hand, when
the defined time has elapsed since the change events
for all of the product type, the board type, the component
type, and the like which constitute the mounting condition
of a certain component, it is determined that the defined
time has elapsed (S13: No).
[0073] When a mounting error is detected before the
defined time has elapsed from the change event in com-
ponent mounter 5 (S13: Yes), countermeasure manage-
ment section 82 compares the threshold value set in ad-
vance according to the mounting condition with the item
corresponding to the mounting condition in statistical in-
formation M3 and updated based on the inspection result
(S14). Specifically, as shown in the section of Table 1 of
Fig. 6 demarcated by a dashed line, for example, a
mounting error is detected in the mounting position (Ref1)
of the component which is a mounting condition (S12:
Yes), and the defined time has not elapsed since the
replacement (change event) of feeder 22 supplying the
component (S13: Yes).
[0074] In such cases, countermeasure management
section 82 compares the thresholds (Th1, Th2,...) for
each item set in advance according to the mounting po-
sition of the component with respective items of statistical
information M3 (i.e., the number of mounting errors
(N31), the occurrence rate of mounting errors (R31),...)
(S14). When there is an item from statistical information
M3 exceeding the threshold value for the item (S14: Yes),
countermeasure management section 82 switches to the
second error countermeasure (S15). As a result, produc-
tion in production line 1 is suspended, and maintenance
of component mounter 5 is enabled.
[0075] On the other hand, when there is no item from
statistical information M3 exceeding the threshold value
for the item (S14: No), or when it is determined in S13
that a defined time has elapsed (S13: No), countermeas-
ure management section 82 switches to the first error
countermeasure (S16). As a result, production is contin-
ued without suspending production line 1 and the proc-
esses on the downstream side of production line 1 from
board 90 or unit board 91 in which a mounting error is
detected are skipped.
[0076] Next, when countermeasure management sec-
tion 82 switches between the first error countermeasure
or the second error countermeasure, countermeasure
management section 82 executes the third error coun-
termeasure in accordance with settings of whether to no-
tify the operator or the like (S17). Thus, for example, when
the countermeasure is switched to the first error coun-
termeasure (S16), the operator or the like is notified that
production line 1 in which the mounting error has oc-
curred is to be handled by skipping or the like without
suspending production line 1 and production is to be con-
tinued (S17).
[0077] When the second error countermeasure is
switched to (S15), the operator or the like is notified that
maintenance on component mounter 5 is necessary

(S17). At this time, in the above-described examples,
component mounter 5, which mounted the component
at the component mounting position (Ref1), is identified
and a notification is sent out that component mounter 5
is a target for maintenance. Further, when it is surmised
that there is a cause for maintenance in the control pro-
gram or the suction nozzle, for example, based on an
item of statistical information M3 exceeding a threshold
value, such information may be added and sent out as a
notification as well.
[0078] When a mounting error is not detected in the
received inspection result (S12: No), information man-
agement section 81 determines whether each item of
statistical information M3 is maintained within a suitable
range (S18). For example, when it is determined by in-
formation management section 81 that the occurrence
rate of the mounting error exceeds the threshold value
or that the margin is reduced to less than the threshold
value and that each item is not maintained within a suit-
able range (S18: No), countermeasure management
section 82 switches the countermeasure to the third error
countermeasure and causes the third error counter-
measure to be executed (S17). As a result, the operator
or the like is notified that maintenance will be required in
the future together with the item of statistical information
M3 which is showing signs of deterioration (S17).
[0079] Production management device 80 repeatedly
executes the above-described process as appropriate
during the execution of the production process of pro-
duction line 1. As a result, when a mounting error is de-
tected (S12: Yes), the countermeasure can be automat-
ically switched between the first error countermeasure
which continues production and the second error coun-
termeasure which suspends production. When a mount-
ing error is not detected (S12: No), the mounting state is
obtained based on each item as a result of the analysis
of statistical information M3, and the occurrence of
mounting errors is prevented by properly performing
maintenance.

2. Effects of the embodiment configuration

[0080] With production management device 80, the in-
spection results from appearance inspection device 6 are
stored as statistical information M3 and linked to the cor-
responding mounting conditions. Such statistical infor-
mation M3 is information that can be useful in the anal-
yses for elucidating trends in execution state of error han-
dling such as skipping on the downstream side of pro-
duction line 1 and trends in mounting states when iden-
tifying the cause of a mounting error. As exemplified in
the embodiment, when a mounting error is detected, the
error countermeasure can be switched between multiple
types of error countermeasures, or even if a mounting
error is not detected, the necessity of performing main-
tenance can be determined based on the mounting state.
As a result, it is possible to reduce production costs by
reducing the number of discarded boards 90 while sup-
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pressing a decrease in production efficiency.

3. Modifications of the Embodiment

3-1. Statistical Information

[0081] In the embodiment, statistical information M3 is
configured by linking multiple mounting conditions such
as product type, board type, and component type to the
inspection result. However, statistical information M3
may be configured by linking one mounting condition or
other mounting conditions, aside from the mounting con-
ditions illustrated in the embodiment, to the inspection
result. Other mounting conditions may include compo-
nent mounter 5 in the case where production line 1 is
composed by multiple component mounters 5, the ex-
changeable elements used when components are
mounted, and the like.
[0082] With such a configuration, for the inspection of
a certain component, which component mounter 5 per-
formed the mounting and which exchangeable element
was used to perform the mounting are recorded in sta-
tistical information M3. When a mounting error is detect-
ed, for example, if it is recognized that the occurrence
rate of a mounting error is high in mounting using a certain
suction nozzle, it is presumed that a malfunction involving
a pickup error is the cause of the mounting error. As de-
scribed above, by increasing the number of mounting
conditions, the cause of the mounting error is easily in-
vestigated and the time required for maintenance can be
shortened.
[0083] In the embodiment, production management
device 80 is configured to use statistical information M3
for a countermeasure when a mounting error is detected
(e.g., switching among error countermeasures, identify-
ing component mounter 5 having a cause for mainte-
nance). In this manner, production management device
80 can be used in various measures for reducing pro-
duction costs through the management of statistical in-
formation M3.
[0084] Specifically, production management device 80
can use statistical information M3 as a basis for judging
whether the mounting state is properly maintained. Fur-
ther, production management device 80 can use statis-
tical information M3 as a basis for judging whether the
configuration of production line 1 is appropriate and
whether various commands (e.g., the moving speed of
the mounting head) in the control program are appropri-
ate. Production management device 80 can be used as
a basis for judging whether an imaging command (e.g.,
imaging method, exposure time, etc.) is appropriate for
part camera 41 or board camera 42.

3-2. Other

[0085] The embodiment demonstrates a mode in
which the inspection device for acquiring an inspection
result is appearance inspection device 6 which performs

the appearance inspection. However, the inspection de-
vice may be other than appearance inspection device 6
as long as the component mounted on board 90 can be
inspected by component mounter 5. Specifically, the in-
spection device may be component mounter 5 in which
mounting head 33 is replaced with an inspection head
having an inspection camera.
[0086] The inspection device may be functional tester
8 constituting production line 1. In this case, production
management device 80 receives, as results of each func-
tion inspection by function inspection device 8, whether
the function is functional or the level of functionality. In-
formation management section 81 then links the mount-
ing conditions to the results of multiple function inspec-
tions and stores them as statistical information. With such
a configuration, although the level of the mounting state
cannot be acquired as exemplified in the embodiment, it
is possible to grasp the occurrence rate of the defect
corresponding to the mounted component and use the
statistical information as material for judging whether the
mounting state is appropriate depending on the product
type, the board type, and the component type.
[0087] In the embodiment, production management
device 80 is illustrated as being incorporated in host PC
70. However, production-management device 80 may be
an external device of host PC 70. For example, produc-
tion management device 80 may be configured so as to
be incorporated in the production device. Production
management device 80 may be configured as a dedicat-
ed device communicably connected to component
mounter 5 and host PC 70.

Reference Signs List

[0088] 1: Production line, 5: Component mounter, 6:
Appearance inspection device, 8: Function inspection
device, 20: Component supply device, 22: Feeder (re-
placement element), 30: Component transfer device, 33:
Mounting head (replacement element), 34: Suction noz-
zle (replacement element), 70: Host computer (host PC),
80: Production management device, 81: Information
management section, 82: Countermeasure manage-
ment section, 90: Board (circuit board), 91: Unit board,
M1: Control data, M2: Inspection data, M3: Statistical in-
formation

Claims

1. A production management device (80), being ap-
plied to a production line (1) configured to produce
a board product (90), wherein the production line (1)
comprises a component mounter (5) configured to
mount a component on a circuit board (90) under
predetermined mounting conditions, and an inspec-
tion device (6), being located downstream from the
component mounter (5), which is configured to in-
spect the mounting state of the component mounted
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on the circuit board (90);

wherein the production management device
(80) includes an information management sec-
tion (81) configured to store statistical informa-
tion (M3) in which mounting conditions, at a time
of mounting the components as inspection tar-
gets on the circuit board (90), are linked to re-
spective results of multiple inspections from the
inspection device (6),
wherein the mounting condition includes at least
one of a type of the board product (90), a type
of the circuit board (90), a type of the component,
a mounting position of the component on the
circuit board (90), and a type of external shape
data indicating an external shape of the compo-
nent used as a criterion for judging appropriate-
ness of a component,
wherein the inspection by the inspection device
(6) includes an error determination configured
to determine whether there is a mounting error
in which the mounting state does not satisfy a
certain criterion,
wherein the production management device
(80) includes a countermeasure management
section (82) configured to switch between mul-
tiple types of error countermeasures, which are
executable in the production line (1) to handle
the mounting error based on the statistical infor-
mation (M3), or execute the multiple types of
error countermeasures in combination,
wherein the multiple types of error countermeas-
ures includes:

a first error countermeasure configured to
continue production in the production line
(1) while skipping production of a part of the
board product (90) that the mounting error
has affected downstream from the inspec-
tion device (6);
a second error countermeasure configured
to suspend production in the production line
(1) and make it possible to perform mainte-
nance on the component mounter (5), and
a third error countermeasure configured to
send out a notification that maintenance of
the component mounter (5) is required,
wherein when a mounting error is detected
before a defined time has elapsed from a
change event in the component mounter (5)
including a change in the mounting condi-
tion, the countermeasure management
section (82) switches between multiple
types of error countermeasures or com-
bines multiple types of error countermeas-
ures in the production line (1) based on com-
parison of a threshold value for an item set
in advance according to the mounting con-

dition with the item corresponding to the
mounting condition in the statistical informa-
tion (M3).

2. The production management device (80) of claim 1,

wherein the inspection by the inspection device
(6) includes an error determination configured
to determine whether there is a mounting error
in which the mounting state does not satisfy a
certain criterion, and
wherein the information management section
(81) is configured to store, as statistical informa-
tion, the number of consecutive mounting errors
or the occurrence rate of the mounting error in
the error determination result, which are linked
to the same mounting condition.

3. The production management device (80) of claim 1
or 2, wherein, when the mounting error is detected
after the defined time has elapsed, the countermeas-
ure management section (82) continues production
in the production line (1) regardless of the statistical
information (M3) and executes the error counter-
measure for skipping production of a part of the board
product (90) that the mounting error has affected
downstream from the inspection device (6) in the pro-
duction line (1).

4. The production management device (80) of any one
of claims 1 to 3, wherein the change event includes
exchanging an exchangeable element (22, 33, 34)
constituting the component mounter (5).

5. The production management device (80) of claim 4,
wherein the defined time is a time from the exchang-
ing of the exchangeable element (22, 33, 34) to the
use of the exchangeable element (22, 33, 34) for
only a defined number of times in mounting the com-
ponent.

6. The production management device (80) of any one
of claims 1 to 5,

wherein the change event includes a change in
control data (M1) used for controlling the mount-
ing of the component, and
wherein the control data (M1) includes a control
program indicating a mounting position of the
component on the circuit board (90), and exter-
nal shape data indicating the external shape of
a component used as a criterion for judging
whether a component is appropriate.

7. The production management device (80) of any one
of claims 1 to 6, wherein the inspection by the in-
spection device (6) includes acquiring the amount of
deviation of the mounting state of the component
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mounted on the circuit board (90) from the ideal state,
including an ideal mounting position and orientation,
as a level of the mounting state.

Patentansprüche

1. Produktionsverwaltungsvorrichtung (80), die bei ei-
ner Fertigungsanlage (1) angewendet wird, die kon-
figuriert ist, ein Plattenprodukt (90) zu produzieren,
wobei die Fertigungsanlage (1) eine Komponenten-
montagevorrichtung (5) umfasst, die konfiguriert ist,
eine Komponente auf einer Leiterplatte (90) unter
festgelegten Montagebedingungen zu montieren,
und eine Inspektionsvorrichtung (6), die stromab-
wärts der Komponentenmontagevorrichtung (5) an-
geordnet ist, die konfiguriert ist, den Montagezu-
stand der auf der Leiterplatte (90) montierten Kom-
ponente zu prüfen;

wobei die Produktionsverwaltungsvorrichtung
(80) einen Informationsverwaltungsabschnitt
(81) umfasst, der konfiguriert ist, statistische In-
formationen (M3) zu speichern, in denen Mon-
tagebedingungen zum Zeitpunkt der Montage
der Komponenten als Prüfziele auf der Leiter-
platte (90) mit jeweiligen Ergebnissen mehrerer
Prüfungen von der Inspektionsvorrichtung (6)
verbunden sind,
wobei die Montagebedingung mindestens eines
von einem Typ des Plattenprodukts (90), einem
Typ der Leiterplatte (90), einem Typ der Kom-
ponente, einer Montageposition der Komponen-
te auf der Leiterplatte (90) und einem Typ von
Außenformdaten umfasst, die eine Außenform
der Komponente angeben, die als ein Kriterium
zur Beurteilung der Eignung einer Komponente
verwendet werden,
wobei die Prüfung durch die Inspektionsvorrich-
tung (6) eine Fehlerbestimmung umfasst, die
konfiguriert ist, zu bestimmen, ob es einen Mon-
tagefehler gibt, bei welchem der Montagezu-
stand ein bestimmtes Kriterium nicht erfüllt,
wobei die Produktionsverwaltungsvorrichtung
(80) einen Gegenmaßnahmen-Verwaltungsab-
schnitt (82) umfasst, der konfiguriert ist, zwi-
schen mehreren Typen von Fehler-
Gegenmaßnahmen umzuschalten, die in der
Fertigungsanlage (1) ausgeführt werden kön-
nen, um den Montagefehler zu handhaben, ba-
sierend auf den statistischen Informationen
(M3) oder die mehreren Typen der Fehler-Ge-
genmaßnahmen in Kombination auszuführen,
wobei die mehreren Typen der Fehler-Gegen-
maßnahmen umfassen:

eine erste Fehler-Gegenmaßnahme, die
konfiguriert ist, eine Produktion in der Fer-

tigungsanlage (1) fortzusetzen, während
die Produktion eines Teils des Plattenpro-
dukts (90), auf den sich der Montagefehler
ausgewirkt hat, stromabwärts der Inspekti-
onsvorrichtung (6) übersprungen wird;
eine zweite Fehler-Gegenmaßnahme, die
konfiguriert ist, eine Herstellung in der Fer-
tigungsanlage (1) auszusetzen und es zu
ermöglichen, eine Wartung an der Kompo-
nentenmontagevorrichtung (5) auszufüh-
ren, und
eine dritte Fehler-Gegenmaßnahme, die
konfiguriert ist, eine Benachrichtigung aus-
zusenden, dass eine Wartung der Kompo-
nentenmontagevorrichtung (5) erforderlich
ist,
wobei, wenn ein Montagefehler erfasst
wird, bevor eine definierte Zeit ab einem Än-
derungsereignis in der Komponentenmon-
tagevorrichtung (5) einschließlich einer Än-
derung in der Montagebedingung verstri-
chen ist, der Gegenmaßnahmen-Verwal-
tungsabschnitt (82) zwischen mehreren Ty-
pen von Fehler-Gegenmaßnahmen um-
schaltet oder mehrere Typen von Fehler-
Gegenmaßnahmen in der Fertigungsanla-
ge (1) kombiniert, basierend auf einem Ver-
gleich eines Grenzwerts für ein Element,
der vorab entsprechend der Montagebedin-
gung festgelegt ist, mit dem Element ent-
sprechend der Montagebedingung in den
statistischen Informationen (M3).

2. Die Produktionsverwaltungsvorrichtung (80) nach
Anspruch 1,

wobei die Prüfung durch die Inspektionsvorrich-
tung (6) eine Fehlerbestimmung umfasst, die
konfiguriert ist, zu bestimmen, ob es einen Mon-
tagefehler gibt, in welchem der Montagezustand
ein bestimmtes Kriterium nicht erfüllt, und
wobei der Informationsverwaltungsabschnitt
(81) konfiguriert ist, als statistische Informatio-
nen die Anzahl aufeinanderfolgender Montage-
fehler oder die Auftrittshäufigkeit des Montage-
fehlers in dem Fehlerbestimmungsergebnis zu
speichern, die mit derselben Montagebedin-
gung verbunden sind.

3. Die Produktionsverwaltungsvorrichtung (80) nach
Anspruch 1 oder 2, wobei, wenn der Montagefehler
erfasst wird, nachdem die definierte Zeit verstrichen
ist, der Gegenmaßnahmen-Verwaltungsabschnitt
(82) eine Produktion in der Fertigungsanlage (1) un-
geachtet der statistischen Informationen (M3) fort-
setzt und die Fehler-Gegenmaßnahme zum Über-
springen der Produktion eines Teils des Plattenpro-
dukts (90) ausführt, auf den sich der Montagefehler
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ausgewirkt hat, stromabwärts der Inspektionsvor-
richtung (6) in der Fertigungsanlage (1).

4. Die Produktionsverwaltungsvorrichtung (80) nach
einem der Ansprüche 1 bis 3, wobei das Änderungs-
ereignis einen Austausch eines austauschbaren
Elements (22, 33, 34) umfasst, welches die Kompo-
nentenmontagevorrichtung (5) bildet.

5. Die Produktionsverwaltungsvorrichtung (80) nach
Anspruch 4, wobei die definierte Zeit eine Zeit ab
dem Austausch des austauschbaren Elements (22,
33, 34) bis zur Verwendung des austauschbaren
Elements (22, 33, 34) nur für eine definierte Anzahl
von Malen bei der Montage der Komponente ist.

6. Die Produktionsverwaltungsvorrichtung (80) nach
einem der Ansprüche 1 bis 5,

wobei das Änderungsereignis eine Änderung
bei Steuerungsdaten (M1) umfasst, die zur
Steuerung der Montage der Komponente ver-
wendet werden, und
wobei die Steuerungsdaten (M1) ein Steue-
rungsprogramm umfassen, das eine Montage-
position der Komponente auf der Leiterplatte
(90) angibt, und Außenformdaten, die die Au-
ßenform einer Komponente angeben, die als
Kriterium zur Beurteilung verwendet werden, ob
eine Komponente geeignet ist.

7. Die Produktionsverwaltungsvorrichtung (80) nach
einem der Ansprüche 1 bis 6, wobei die Prüfung
durch die Inspektionsvorrichtung (6) ein Ermitteln
des Ausmaßes der Abweichung des Montagezu-
stands der auf der Leiterplatte (90) montierten Kom-
ponente von dem Idealzustand umfasst, der eine
ideale Montageposition und Orientierung umfasst,
als ein Niveau des Montagezustands.

Revendications

1. Dispositif de gestion de production (80) appliqué à
une ligne de production (1) configurée pour fabriquer
un produit nommé carte imprimée (90), la ligne de
production (1) comprenant un dispositif de montage
de composants (5) configuré pour monter un com-
posant sur une carte à circuit imprimé (90) dans des
conditions de montage prédéterminées, ainsi qu’un
dispositif d’inspection (6) situé en aval du dispositif
de montage de composants (5), lequel est configuré
pour inspecter l’état de montage du composant mon-
té sur la carte à circuit imprimé (90),

où le dispositif de gestion de production (80) in-
clut une section de gestion d’informations (81)
configurée pour stocker des informations statis-

tiques (M3) dans lesquelles les conditions de
montage, à l’instant du montage des compo-
sants, comme cibles d’inspection sur la carte à
circuit imprimé (90), sont reliées aux résultats
respectifs de multiples inspections réalisées par
le dispositif d’inspection (6),
dans lequel la condition de montage inclut au
moins l’un parmi le type de produit nommé carte
imprimée (90), le type de la carte à circuit impri-
mé (90), le type du composant, la position de
montage du composant sur la carte à circuit im-
primé (90) et le type de données de forme ex-
terne indiquant la forme externe du composant,
utilisée en tant que critère pour évaluer la perti-
nence d’un composant,
dans lequel l’inspection réalisée par le dispositif
d’inspection (6) inclut une détermination d’er-
reur configurée pour déterminer s’il se produit
une erreur de montage dans laquelle l’état de
montage ne satisfait pas à un certain critère,
où le dispositif de gestion de production (80) in-
clut une section de gestion de contre-mesures
(82) configurée pour effectuer un basculement
entre de multiples types de contre-mesures d’er-
reur qui sont exécutables sur la ligne de produc-
tion (1) pour prendre en charge l’erreur de mon-
tage sur la base des informations statistiques
(M3), ou bien pour exécuter de multiples types
de contre-mesures d’erreur de façon combinée,
dans lequel les multiples types de contre-mesu-
res d’erreur incluent :

une première contre-mesure d’erreur con-
figurée pour poursuivre la fabrication sur la
ligne de production (1) tout en faisant omet-
tre la fabrication d’une partie du produit
nommé carte (90) qu’a affecté l’erreur de
montage en aval du dispositif d’inspection
(6),
une deuxième contre-mesure d’erreur con-
figurée pour suspendre la fabrication sur la
ligne de production (1) et permettre d’effec-
tuer une maintenance sur le dispositif de
montage de composants (5), et
une troisième contre-mesure d’erreur con-
figurée pour envoyer une notification de ce
qu’il est nécessaire d’effectuer une mainte-
nance du dispositif de montage de compo-
sants (5),
dans lequel, lorsqu’une erreur de montage
est détectée avant qu’une durée définie se
soit écoulée depuis un changement dans le
dispositif de montage de composants (5)
comprenant un changement dans la condi-
tion de montage, la section de gestion de
contre-mesures (82) effectue un bascule-
ment entre de multiples types de contre-me-
sures d’erreur ou bien combine les multiples
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types de contre-mesures d’erreur sur la li-
gne de production (1) sur la base d’une
comparaison entre une valeur de seuil pour
un élément, fixée à l’avance en fonction de
la condition de montage, et l’élément cor-
respondant à la condition de montage dans
les informations statistiques (M3).

2. Dispositif de gestion de production (80) selon la re-
vendication 1,

dans lequel l’inspection effectuée par le dispo-
sitif d’inspection (6) inclut une détermination
d’erreur configurée pour définir s’il existe une
erreur de montage dans laquelle l’état de mon-
tage ne satisfait pas à un certain critère, et
dans lequel la section de gestion d’informations
(81) est configurée pour stocker, sous forme
d’informations statistiques, le nombre d’erreurs
consécutifs de montage ou bien le taux d’appa-
rition de l’erreur de montage dans le résultat de
détermination d’erreur, lesquelles sont reliées à
la même condition de montage.

3. Dispositif de gestion de production (80) selon la re-
vendication 1 ou la revendication 2, dans lequel, lors-
que l’erreur de montage est détectée après que se
soit écoulée la durée définie, la section de gestion
de contre-mesures (82) poursuit la fabrication sur la
ligne de production (1) indépendamment des infor-
mations statistiques (M3) et exécute la contre-me-
sure d’erreur pour omettre la fabrication d’une partie
du produit nommé carte (90) qu’a affecté l’erreur de
montage en aval du dispositif d’inspection (6) sur la
ligne de production (1).

4. Dispositif de gestion de production (80) selon l’une
quelconque des revendications 1 à 3, dans lequel le
changement inclut l’échange d’un élément échan-
geable (22, 33, 34) constituant le dispositif de mon-
tage de composants (5) .

5. Dispositif de gestion de production (80) selon la re-
vendication 4, dans lequel la durée définie est une
durée allant de l’échange de l’élément échangeable
(22, 33, 34) jusqu’à l’utilisation de l’élément échan-
geable (22, 33, 34) pour uniquement un nombre dé-
fini deux fois lors du montage du composant.

6. Dispositif de gestion de production (80) selon l’une
quelconque des revendications 1 à 5,

dans lequel le changement inclut un change-
ment dans les données de commande (M1) uti-
lisées pour piloter le montage du composant, et
dans lequel les données de commande (M1) in-
cluent un programme de commande indiquant
la position de montage du composant sur la car-

te à circuit imprimé (90), et les données de forme
externe indiquant la forme externe d’un compo-
sant qui sont utilisées comme critère pour éva-
luer si un composant est approprié.

7. Dispositif de gestion de production (80) selon l’une
quelconque des revendications 1 à 6, dans lequel
l’inspection par le dispositif d’inspection (6) inclut, en
tant que niveau de l’état de montage, l’acquisition
de la valeur d’écart de l’état de montage du compo-
sant monté sur la carte à circuit imprimé (90) par
rapport à l’état idéal, incluant une position et une
orientation idéales de montage.
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